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VEHICLE MOLDING AND METHOD FOR
ATTACHING THE VEHICLE MOLDING

INCORPORAITION BY REFERENCE

The disclosure of Japanese Patent Application No. 2001 -
091999 filed on Mar. 28, 2001, No. 2001-255071 filed on
Aug. 24, 2001 and No. 2001-348782 filed on Nov. 14, 2001

including the specification, drawings and abstracts are 1ncor-
porated herein by reference 1n their entirety.

BACKGROUND OF THE INVENTION

1. Field of the Invention

The mvention relates to a vehicle molding and method for
attaching the vehicle molding to a vehicle body panel
through a clip and the structure of the molding.

2. Description of the Related Art

A vehicle molding as a related art of the invention 1s well
known which 1s decoratively attached to the vehicle body
panel such as a vehicle side door and protects the body
panel. As one of the attachment methods of the molding,
body to the body panel, a clip 1s used as an attaching member
to attach the molding to the vehicle body panel.

In this attachment method, each opposing surface of the
clip and the vehicle molding body has an engaging portion
for engagement of both clip and the molding body. At these
engaging portions, the clip and the vehicle molding body are
engaged with each other so that the clip 1s integrally formed
on the vehicle molding body. Then the clip 1s engaged with
the body panel and the molding body 1s attached to the
vehicle body panel.

It 1s necessary for the above attachment method to provide
a suilicient thickness at each engaging portion of the clip and
the body panel. In case of a structure of a molding having a
thin thickness from the outer surface to the inner surface, it
may be difficult to achieve the attachment according to the
above method.

Further, in the above attachment method, 1t 1s necessary to
provide an undercut portion 1n the mold for forming the
molding body so that the engaging portion of the molding
body can be formed. It takes time to form the molding body
due to the necessity of providing such undercut portion. In
order to separate the molded product from the undercut
portion of the mold, the mold device for the vehicle molding
body becomes very complicated.

SUMMARY OF THE INVENTION

Considering the above conventional problems, the inven-
tion provides a vehicle molding and method for attaching the
vehicle molding, wherein the vehicle molding 1s easy to be
formed and even a vehicle molding with thinner thickness
can be attached to the vehicle body panel.

In order to achieve the above purpose, a vehicle molding,
according to one aspect of the invention includes an elon-
gated molding body with a recessed portion (concave
portion) at a portion opposing to the body panel and having
a welding rib 1n the concave portion, and an attachment
member provided in the concave portion of the molding
body and having a rib hole for inserting the welding rib.

Attachment of the vehicle molding to the vehicle body
according to the mvention 1s achieved as follows:

The engagement portion formed on the attachment mem-
ber attached to the molding body 1s engaged with the hole
opening to the body panel to attach the molding to the
vehicle body.
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2
BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 shows an explanatory sectional view of an attach-
ment structure of a side molding according to a first embodi-
ment of the present mnvention;

FIG. 2 1s a perspective view of a side molding body
according to the first embodiment;

FIG. 3 1s a perspective view of a clip as an attachment
member according to the first embodiment;

FIG. 4a 1s a cross sectional view showing the clip
provided opposite to the side molding body by attachment
method of the clip to the side molding body according to the
first embodiment;

FIG. 4b 1s a similar to FIG. 4a but showing the clip
provided on the side molding body;

FIG. 4c¢ 1s similar to FIG. 4b, but showing the clip and the
side molding being 1ntegrally formed;

FIG. 5 1s a cross sectional view of the clip and the side
molding body integrally formed by providing a portion of a
dislocation prevention portion within the inside of a bore
according to the first embodiment;

FIG. 6 1s an exploded perspective view of the side
molding body and the attachment member according to a
second embodiment;

FIG. 7a 1s a cross sectional view of a heat clinched rib
before 1nserting 1nto a slit according to the second embodi-
ment,

FIG. 7b 1s a cross sectional view of a heat clinched rib
after inserted into a slit according to the second embodi-
ment,

FIG. 7c 1s stmilar to FIG. 7b, but showing the condition
after the heat clinching portion 1s formed according to the
second embodiment;

FIG. 7d 1s a cross sectional view of the vehicle attached
with the side molding viewed from the front of the vehicle
according to the second embodiment;

FIG. 8 1s an exploded perspective view of the side
molding body and the attachment member according to a
third embodiment; and

FIG. 9 1s a cross sectional view of the vehicle attached
with the side molding viewed from the front of the vehicle
according to the third embodiment.

DETAILED DESCRIPTION OF THE
PREFERRED EMBODIMENTS

Preferred embodiments of an attachment of the side
molding will be explained hereinafter.
(First Embodiment)

As shown 1in FIG. 1, the attachment structure of the
vehicle molding according to the first embodiment includes
a vehicle molding 1 attached to a body panel 4 through a clip
3 as an attachment member.

The above vehicle molding 1 includes a recess 11 formed
on the reverse side 9 opposing to the body panel 4 and a
plurality of reinforcement ribs 12 provided in the recess 11
and extending therefrom, and a plurality of welding ribs 13
formed by elevating a portion of each reinforcement rib 12.

The clip 3 has a plate portion 21 and a leg portion 22. The
plate portion 21 mcludes rib holes 45 for inserting therein
the welding ribs 13. The leg portion 22 1s engaged with an
engaging hole 31 provided on the body panel 4. According
to the first embodiment, the clip 3 includes concave shape
bores 46 at the rib hole 45 as a spot facing.

In the attachment structure of the vehicle molding 1, the
welding ribs 13 are mserted mto the rib holes 45. The plate
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portion 21 1s provided 1n the recess 11. According to the first
embodiment, the clip 3 and the vehicle molding 1 are formed
integrally by housing a dislocation preventing portion 25
formed on the tip end 24 of each welding rib 13 inside of the
concave shape bores 46.

The vehicle molding 1 1s attached to the body panel 4 by
the engagement of the leg portion 22 of the clip 3 with an
engaging hole 31 of the body panel 4.

The procedure of assembling of the side molding 2 and
the clip 3 and the procedure of the attachment the side
molding 2 and the clip 3 to the body panel 4 will be
explained 1n detail hereinafter.

As shown 1n FIG. 2, according to the first embodiment,
the vehicle molding 1 1s a side molding to be attached to a
side door of the vehicle. The side molding body 2 1s formed
by a body portion 15 and a projection 16 formed at both ends
of the body portion 15 in width direction. The plurality of the
reinforcement ribs 12 are formed along the longitudinal
direction of the side molding body 2 over the entire length.
In the first embodiment, the number of the reinforcement rib
12 1s five and two of the ribs 12 positioned at the outer ends
are elevated higher than the inner three ribs. The welding
ribs 13 are provided at the two reinforcement ribs 12 located
at two both outer sides of the inner three ribs among the five
reinforcement ribs 12.

As shown 1n FIG. 3, the clip 3 1s provided with three
ogrooves 47 for the reinforcement ribs at a reverse surface 44
opposing the side molding body 2. The two concave shape
bores 46 of the plate portion 21 are formed around the rib
holes 45 penetrating from the reinforcement rib grooves 47
located at both outer sides among the three grooves on an
outer surface 43 opposing the body panel 4. The leg portion
22 of the clip 3 1s provided at approximately center of the
outer surface 43 side of the clip 3.

As shown 1n FIG. 1, under the clip 3 and the side molding,
body 2 being overlapped, the three reinforcement ribs 12
located at the 1nner side are inserted into the reinforcement
orooves 47. In the first embodiment, a double coated adhe-
sive tape 5 1s adhered to the projections 16 formed at both
ends of the side molding body 2 1n width direction and the
two reinforcement ribs 12 located at the outer side. The
vehicle molding 1 1s attached to the body panel 4 by
engaging with the engaging hole 31 of the leg portion 22 of
the clip 3 opened to the body panel 4 and adhered to the
double coated adhesive tape 5. The plurality of the welding
ribs 13 of the side molding body 2 are provided along the
longitudinal direction of the side molding body 2. A plurality
of clips 3 are provided along the side molding body 2, but
only one 1s shown 1n the drawings.

Next, the attachment method of the clip 3 to the side
molding body 2 will be explained with reference to FIGS. 4a
to 4d. It should be noted here that the leg portions 22 are
omitted from FIGS. 4a to 44.

As shown 1n FIG. 4aq, the reverse side 44 of the side
molding body 2 1s positioned opposite to the reverse side
surface 9 of the side molding body 2 upon assembling the
clip 3 and the side molding body 2. Then as shown 1n FIG.
4b, the three 1nner side reinforcement ribs 12 of the side
molding body 2 are inserted into the reinforcement rib
orooves 47 of the clip 3 respectively and at the same time,
the welding ribs 13 of the side molding body 2 are inserted
into the rib holes 45. The welding ribs 13 are projected from
an outer surface 201 of the clip 3. Thus the plate portion 21
of the clip 3 1s positioned 1n the recess 11 of the side molding

body 2.
In FIG. 4c, the tip end 24 of the welding rib 13 1s melted
to be deformed. The dislocation preventing portion 25 which
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1s larger than the size of the rib hole 45 1n width direction,
1s formed 1n the bore 46 to be housed therein. Thus the bore
formed by spot facing, prevents the dislocation preventing
portion 25 from the unlimited melting and deformation.
Thus the clip 3 and the side molding body 2 are integrally
formed. As shown 1n FIG. 2, the side molding body 2

includes the welding ribs 13 at the reverse side 9 before the
integral forming of the clip 3 and the side molding body 2.
However, the side molding body 2 does not include any
engaging portion having undercut portions for engaging
with the clip 3, which the conventional method had.
Accordingly, there 1s no need to provide such undercut
portion in the mold to form the side molding body 2. The
forming equipment including mold is simple 1n structure and
the forming of the side molding body 2 1s easy to be carried
out.

Further, as shown 1n FIG. 4b, 1n the first embodiment,
when the clip 3 1s arranged to the side molding body 2, the
welding ribs 13 of the side molding body 2 are inserted into
the r1ib holes 45 of the clip 3. The plate portion 21 of the clip
3 1s arranged 1n the recess 11 of the side molding body 2, and
after these arrangements, as shown 1n FIG. 4¢, the tip end 24
of the welding rib 13 1s melted to be deformed. Then the tip
end 24 1s formed to be the dislocation preventing portion 23
which is larger 1n size in width direction than the size of the
rib hole 45 and positioned at the inside of the bore 46 to
integrally form the clip 3 and the side molding body 2.

In other words, according to the attachment method of the
side molding body 2 of the first embodiment, it 1s not
necessary to provide an engaging portion such as undercut
in the mold for forming the side molding body 2, and the clip
3 and the side molding body 2 can be integrally connected
by engaging the clip with the side molding body 2 by
melting and deformation without providing any undercut
portion 1n the mold.

Accordingly, 1t 1s not necessary to thicken the size, which
1s necessary for the mold having such undercut portion for
providing the engaging portion when the method of the first
embodiment 1s applied. Accordingly, the attachment method
of the first embodiment overcomes potential manufacturing
difficulties, even when the the thickness of the side molding
body 2 from the outer surface 8 side to the reverse surface
9 s1de 1s thin or the depth of the recess 11 of the side molding,
body 2 is shallow, by reducing the thickness of the plate
portion 21 or forming the dislocation preventing portion 25
to be thinner.

As shown 1n FIG. 2, the side molding body 2 includes
reinforcement ribs 12 projecting from the recess 11 on the
reverse surface 9 side and the welding ribs 13 are formed to
be elevated by forming inclination at the portion of the ribs
12. Accordingly, the welding ribs 13 are relatively gradually
projected from the reinforcement ribs 12. The inclination
can refrain the sudden shape change at the portion where the
welding ribs 13 are formed during the forming of the side
molding body 2. Upon the forming of the side molding body
2, when the forming material 1s introduced 1nto the mold, the
material can smoothly flow through the mold not to generate
any dent on the outer surface 8 of the side molding body 2.

As shown 1n FIG. 1, the vehicle molding 1 1s attached to
the body panel 4 by engaging the leg portion 22 of the clip
3 with the engaging hole 31 of the body panel 4. The side
molding body 2 1s provided with reinforcement ribs 12 at the
reverse side surface 9 of the side molding body 2 which
strengthens the side molding body 2 against the deformation
by such as torsion, bending and can be attached to the body
panel 4 with a very high attachment strength.

Since the bores 46 are formed on the clip 3, the dislocation
preventing portion 25 formed by the melting and deforma-
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fion can be housed 1n the bores 46. Accordingly, the thick-
ness of the plate portion 21 of the clip can be as same as the
depth of the recess 11 of the side molding body 2 to realize
the attachment structure of the vehicle molding 1. This form
will enhance the strength of the plate portion 21 and the
application to a more thinner vehicle molding 1 can be easy
to be made.

According to the first embodiment, the entire dislocation
preventing portion 25 1s housed inside of the bore 46,
however, as shown 1n FIG. §, a part of the dislocation
preventing portion 25 may be housed in the bore 46. Even
in this case, the similar effects or advantages can be
obtained.

(Second Embodiment)

Another embodiment will be explained as a second

embodiment with reference to FIGS. 6 through 10. First, the
vehicle molding structure of the second embodiment will be
explained. FIG. 6 1s an exploded view of the rear end of the
vehicle molding viewed from the vehicle advancing direc-
tion. The same structures or parts as the first embodiment are
omitted from the explanation.
The side molding body 2 of the second embodiment has
reinforcement ribs 12 arranged in three lines in longitudinal
direction. The welding ribs 13 are of rectangular plate shape
and arranged 1n two lines on the reinforcement ribs 12. The
total number of the welding rib 13 is six provided on the
reinforcement ribs 12.

On the other hand, the clip 3 1s of rectangular parallel-
epiped shape and 1s projecting toward the body panel side at
the center 38 of the clip 3. The clip 3 1s provided with rib
holes 45 at a position opposite to the welding ribs 13. The
rib holes 45 are penetrating from the outer surface of the side
molding side of the clip 3 through the outer surface side of
the body panel. It should be noted here that the rib holes 45
are not provided with bores different from the one in the first
embodiment. The penetration direction length of the rib
holes 45, 1n other words, the thickness of the clip 3 1s set to
be smaller than the height of the welding ribs 13. The outer
surface of the clip 3 1s provided with an elastic engaging
portion 33 with a prism shape. The tip end of the elastic
engaging portion 33 1s formed with an arrowhead shape
return portion 32 and at the top of the return portion 32, a
step 50 1s provided. The elastic engaging portion 33 corre-
sponds to the leg portion 22 of the first embodiment. At the
upper end brim of the center 38 1s provided a thin plate lip
37 extending upwardly 1n a slant and at the lower end brim
of the center 38 1s provided a thin plate lip 37 extending
downwardly 1n a slant.

The attachment method of the side molding according to
the second embodiment will be explained. In FIG. 74, the
welding ribs 13 are inserted 1nto the rib holes 45 of the clip
3. The length of the hole 45 1n mserting direction 1s set to be
smaller than the height of the welding b 13 and
accordingly, the tip end of the welding rib 13 1s projecting
from the outer surface 201 of the clip 3. Then, the tip end of
the projected welding r1ib 13 1s contacted with the preheated
staking tool (not shown) under pressure. When the tool is
pressurized, the tip end of the rib 13 1s heat-deformed to be
crashed. Thus a heat riveting portion 23 1s formed as shown
in FIG. 7c.

The heat riveting portion 23 corresponds to the disloca-
fion preventing portion 25 of the first embodiment. The heat
riveting portion 23 extends in longitudinal direction relative
to the side molding body 2 to restrict the bending deforma-
tion of the side molding body 2.

Next, the side molding body 2 integrally formed with the
clip 3 1s attached to the vehicle body panel 4 as shown 1n
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FIG. 7d. Upon attachment, the return 32 of the elastic
engaging portion 33 1s elastically deformed 1n the direction
narrowing the arrow angle to be penetrating through the
engaging hole 31. The return 32 after being penetrating the
engaging hole 31, expands 1n radial direction and engages
with the end brim of the engaging hole 31 at the step 50
formed at the tip end of the return 32. Thus the attachment
of the side molding body 2 to the body panel 4 1s carried out
by the penetration of the elastic engaging portion 33 through
the engaging hole 31.

[t 1s necessary to allow some stroke 39 (shown with the
arrow in FIG. 7d) for expanding deformation in radial
direction of the return 32 after the penetration through the
engaging hole 31. Since the stroke 39 1s secured, the vehicle
molding 1 may chatter after the side molding body 2 1is
attached to the body panel 4. Accordingly, a lip 37 1s
provided for restricting the chattering of the vehicle molding
1. The lip 37 biases the clip 3 1n a direction for separating
from the body panel 4. By the biasing force of the lip 37, the
step 50 of the tip end of the return 32 pressurizes against the
body panel 4, thus restricting the chattering of the vehicle
molding 1 by the lip 37.

(Third Embodiment)

The vehicle molding of the third embodiment 1s basically
a combination of the first and the second embodiments. FIG.
8 1s an exploded perspective view of the vehicle molding 1
according to the third embodiment viewed from the vehicle
advancing direction. The parts or components corresponding,
to those 1n FIG. 6 are indicated as the same reference
numerals. FIG. 9 1s a cross sectional view of the side
molding body 2 attached to the body panel 4 viewed from
the front side of the vehicle. The parts or components
corresponding to those 1n FIG. 7d are indicated as the same
reference numerals.

As shown 1n FIG. 9, the clearance between the body panel
side outer surface of the clip 3 and the body panel 4 1s very
small. Accordingly, when the heat riveting portion 23 1is
formed by projecting from the body panel side outer surface,
the stroke 1s difficult to be secured. Therefore, the engage-
ment of the elastic engaging portion 33 with the engaging
hole 31 may be difficult. In addition, when the projecting of
the heat riveting portion 23 1s relatively large, the side
molding body 2 may be floating from the body panel 4.
Accordingly, 1n the third embodiment, a bore 46 1s formed
at the body panel side end portion of the rib hole 45. The heat
riveting portion 23 1s housed in the bore 46 as 1s shown 1n
the first embodiment. Therefore, the heat riveting portion 23
1s not projected from the body panel side outer surface of the
clip 3. Accordingly, in the third embodiment, a sufficient
stroke 39 1s secured for engaging the elastic engaging
portion 33 with the body panel 4. Since the heat riveting
portion 23 1s housed in the bore 46, 1t can prevent the
floating of the side molding body 2 from the body panel 4
even when the projecting amount of the heat riveting portion
23 1s relatively large.

As explained, the side molding and the attachment mem-
ber are welded by the welding rib and the slit and extends in
longitudinal direction the side molding. Accordingly, when
the side molding 1s deformed to be bent 1n longitudinal
direction by the heat, such bending deformation 1s restricted
by the welding portion extending likewise 1n longitudinal
direction.

Welding ribs are provided in longitudinal direction rela-
five to the side molding. The extending direction of the
welding ribs 1s 1 parallel with the flow direction of the
melting resin used by forming the side molding by 1njection
molding. Thus the welding ribs are formed integrally with
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the side molding by the injection molding method. The
welding ribs will restrict the prevention of the flow of the
melted resin material.

A pair of remnforcement ribs may be provided along the
longitudinal direction of the welding ribs successively at
both sides. The above form will effectively restrict the
occurrence of the dent upon injection molding and further
reinforce the rigidity in longitudinal direction of the side
molding.

The heat riveting method may be not restricted to the
methods shown in the embodiments. For example, a heat
rivet pin 1s prepared at the inner wall of the side molding and
a bore 1s provided at the attachment member for penetrating
the heat rivet pin therethrough. In above method, when the
heat rivet pin 1s inserted from the outer surface of the
attachment member 1nto the bore, the heat rivet pin pen-
etrates the bore through and extends out of the reverse side
of the attachment member. The penetrated heat rivet pin 1s
heat deformed by being crushed to form a needle head shape
heat rniveting portion. By this heat riveting portion, the
attachment member 1s prevented from dropping off from the
side molding. The above form will restrict the side molding
peeling off.

As a modification example, heat riveting rib may be
provided on the inner wall of the side molding along the
longitudinal direction of the side molding and a slit may be
provided on the attachment member for penetrating the rib
therethrough.

According to the modification, when the heat riveting rib
1s 1nserted 1nto the slit from the outer surface of the attach-
ment member, the heat riveting rib penetrates the slit through
and extends out of the reverse side of the attachment
member. This projected portion 1s heat deformed by being
crushed to form a straight line bead shape heat riveting
portion. The heat riveting portion 1s provided 1n longitudinal
direction of the side molding. Accordingly, when the side
molding 1s deformed to be bent 1 longitudinal direction by
the heat, such bending deformation is restricted by the heat
riveting portion extending in longitudinal direction.

The embodiments of the side molding according to the
invention have been described but the i1nvention 1s not
intended to be limited these embodiments. The shape, the
arrangement or the number of elastic engaging portion 1s not
limited to those 1n the embodiments. For example, clip or pin
may be used as an elastic engaging portion.

The shape, the arrangement or the number of welding rib

or slit 1s not limited to those 1in the embodiments. The shape,
the arrangement or the number of hook i1s not limited to
those 1n the embodiments.
The invention can be implemented by any modification or
improvement by any person skilled 1n the art. For example,
the position of the side molding may be either at front door
panel, a rear door panel, or a fender panel.

As the attachment member, double coated tape or clip
may be used. For example, the side molding may be fixed by
the attachment member only at the ends and fixed by a
double coated tape or clip at the center portion.

What 1s claimed 1s:

1. A method for attaching a vehicle molding to a vehicle
body, comprising:

inserting a welding rib provided 1n a recess of the vehicle

molding, and on a side of the vehicle molding facing a
body panel of the vehicle body, into a r1ib hole provided
in an attachment member having an engaging portion

for engaging with the body panel;

securing the vehicle molding and the attachment member
integrally by heat riveting a tip end of the welding rib
projecting from the rib hole; and
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attaching the vehicle molding to the body panel by
inserting the engaging portion of the attachment mem-
ber 1mnto an engaging hole opened on the body panel.

2. A method for attaching a vehicle molding to a vehicle
body, according to claim 1 wherein the welding rib 1s formed
along the longitudinal direction of the molding body.

3. A method for attaching a vehicle molding to a vehicle
body, according to claim 2 wherein the reinforcement rib
comprises a plurality of reinforcement ribs located along a
longitudinal direction of the vehicle molding.

4. A method for attaching a vehicle molding to a vehicle
body, according to claim 2 wherein the molding body
includes a remnforcement rib provided in the recess along the
longitudinal direction of the molding body.

5. A method for attaching a vehicle molding to a vehicle
body, according to claim 4 wherein the welding rib 1s formed
by elevating a portion of the remnforcement rib.

6. A method for attaching a vehicle molding to a vehicle
body, according to claim 1 wherein a bore 1s provided at an
opening of the rib hole to which a tip end of the welding rib
1s projecting.

7. A method for attaching a vehicle molding to a vehicle
body, according to claim 1 wherein the tip end of the
welding rib 1s housed inside of the bore subsequent to the
heat riveting.

8. A method for attaching a vehicle molding to a vehicle
body, according to claim 1 wherein the attachment member
includes an engaging portion engaging with the body panel.

9. A method for attaching a vehicle molding to a vehicle
body, according to claim 8 wherein the engaging portion 1s
a clip having a spindle shape.

10. A method for attaching a vehicle molding to a vehicle
body, according to claim 9 wherein the pawl includes a
stepped portion provided at a tip end of the return portion for
engaging with a brim of the hole.

11. A method for attaching a vehicle molding to a vehicle
body, according to claim 8 wherein the engaging portion
includes a pawl having a return portion engaging with the
hole opening to the body panel.

12. A method for attaching a vehicle molding to a vehicle
body, according to claim 8 wherein the attachment member
includes a pushing force generating member which pushes
the body panel.

13. A method for attaching a vehicle molding to a vehicle
body, according to claim 12 wherein the pushing force
ogenerating member 1s a fin projecting with inclination
toward the body panel.

14. A vehicle molding, comprising:

a molding body with a reinforcement rib and a welding rib
extending from the reinforcement rib;

a clip with a rib hole that mateably engages with the
reinforcement rib and the welding rib of the molding
body to secure the molding body and the clip, the clip
further defining a concave bore defined at an outer
surface of the rib hole;

wheremn an end of the welding rib that extends into the
concave bore 1s deformed to engage the clip around an
outer periphery of the rib hole.

15. The vehicle molding of claim 14, wherein:

the molding body further includes at least one additional
reinforcement rib and at least one additional welding
rib extending therefrom,;

the clip further includes at least one additional rib hole
that mateably engages with the at least one additional
reinforcement and welding ribs of the molding body to
secure the molding body and the clip, the clip further
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defining at least one additional concave bore defined at
an outer surface of the at least one additional rib hole;

wherein an end of the at least one additional welding rib

that extends into the at least one additional concave

bore 1s deformed to engage the clip around an outer
periphery of the at least one additional rib hole.

16. The vehicle molding of claim 14, wherein the end of

the welding rib that extends into the concave bore 1is

10

deformed and 1s laterally wider than main body portions of
the remnforcement and welding ribs around an entire periph-
eral end of the molding body adjacent the welding rib.

17. The vehicle molding of claim 16, wherein the end of

the welding rnb that extends into the concave bore 1is
deformed within the concave bore.
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